Aircraft OEM; Bell 


Work Order#: 2017-19 


Aircraft Model: 206L/407 


Aero Design Ltd. 


Work Order Control Sheet 


Date Opened: 24Januarv 2017 
TItle: Fabrication 


Product Type: Cargo Basket & 
Lid 
Product Model: HIgh Ski Quantitv: 3.2 


Work Order Contents 


Build Sheet Contents 


Drawing List 


Initial or N/A 
Component Completion 
As instructed 
Work Order/Build Sheets (Procédures Provided) 
JR 
Quantity Complété on This Work Order 
2,1 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 


Drawings (See List Below) 
JR 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
JR 
Release to Stock as Components 
N/A 


Sub Component Tags 
JR 


Completed Certification (Original) 
JC 
Certification 
initiai or N/A 


Time Sheet (R&D) 
N/A 
Form One Completed 
N/A 


Notes 
N/A 
Serviceable (Green) Tag Completed 
N/A 


In Process (Yellow) Tag Completed 
DM 


initiai or N/A 
Unserviceable (Red) Tag Completed 
N/A 


Tasks Initialied 
CB/JC 
Parts Placed in Stores for Distribution 
N/A 


Dual Inspections Initialied 
CB/JC 


Additional Documentation 
initiai or N/A 


Drawing # 
Rev# 
Description 
initiai or N/A 
Documentation of a minor change 
N/A 


60632 
1 
Lid 
JR 
Non-Conformance Report Required 
N/A 


76610 
0 
Basket 
JR 
Service Difficulty Report Required 
N/A 


76611 
0 
Body 
JR 


76621 
0 
Fwd Mount Hoop 
JR 
Billing 
initiai or N/A 


76622 
0 
Aft Mount Hoop 
JR 
Local (Aero Design) 
JC 


76623 
0 
Reg. Hoop 
JR 
Research and Development 
N/A 


84262 
2 
Basket Handie Prov. 
JR 
Third Party 
N/A 


Traveller 


Note 
Due to a design change, this work order was not and wlll net 
be completed. 


Print: J. Rekve/D. Bartfai 


Print: J. Clarke 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print; J. Clarke 
Approved Manufacturing Facility 73-04 


Sign:Q, 


Form 20. D, 


SCA: ADOl 


SCA: AD02 


SCA: AD02 


Date: 


Date: 


Date: 


18-Feb-17 


18-Feb-17 


lO-Nov-17 


Rev. Original 23 Sep 2014 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
l_ 
Manufacturer: /4^'i^/o 
Part No.: ~7é' \] ~0) 
Serial/Batch No.: 
S/A 
TTSN: k/A 
TSO: h/A 
Rem.: 
K/A 
<U 
Work Order No.: 
O 
! 
'7 - 
1^7 


Remaining Tasks to be Performed: 
ipc> 
y 
• 


\A 
(/) 


U 
O 


Signature: 
Date: f^lp> / ^ 
/ 
"Z-O / 7 
Lie. No. / SCA 
Ah- 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


{/) 
Remarks 
«/) 
O 
U 
O 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax; 604-483-2372 E-mail; info@aerodesign.ca 


AMF 73-04 
Nomenclature: Vo"7 
Mo AA't SKi 
No. of pieces:_/ 
Manufacturer: À&<b 
Part No.: l'CbW~0\ 
Serlal/Batch No.: 
(/) 
(/) 
TTSN: AJ^A- 
TSO: 
Rem.: XM 
<U 
WorkOrderNo.: 3^lf-l^-OI 
Remaining Tasks to be Performed: 
C'na'f' 
U 
O 


Signature;, 
Date:r^^ 
Lie. No. / SCA AD-O? 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


Remarks 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, \/8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


Nomenclature: 
No. of pieces:_ 


Manufacturer: 
Part No.: ^ 
3 OS2. 
Sériai / Batch No.:_ 


Signature 
Date: 
X / S !ZL 0> b 
Lic.No./SCA A h 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-nnail: info(S)aerodeslgn.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
[ 


Manufacturer: 
Part No.: 
^ 
l Z. ~ 
' 
Serlal/Batch No.: 
^ 
TTSN: 
TSO: U 
A 
Rem.: 
A 
Ôj 
WorkOrderNo.: 
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^ 
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Date: 
JH / 
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Aero Design Ltd. 


9888 A Malaspiha Rd. Powell River, BC, VSAOGi^ 


Phone; 604-483-2376 Fax: 604-483-2372 E-mall: infog>$erocleslgn.ca 


AMF 73-04 
> 
Nomenclature: 
Pièces: ^ 
t* 
Manufacturer:. 3 
Part No.: ^ f 
1 - Orl 
Sériai / Batch No.: 
</> 
TTSN: 
A/A 
^TSO: A//4 
Rem.: M/4 
ÔJ 
Work Order No.: 
7 
^ 
Q 
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Signature: 
Date: f^L 
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Aero Design Ltd. 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@'aerodesign.ca 


AMP 73-04 


Remarks 


to 
— 
lO 


U 
— 
— 
O 
— 


l'f 


QTY 
LIST OF MATERIALS 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK SIZE 


60648-01 
01 
HOOP 
4130 STEEL COND. N 
MIL-T-6736 
1/2' SQR X 0.035 WALL 


4-.0* RADIUS 


22.0 


18.50 


HOOP 


NOTES: 


1. REMOVC ALL BURRS AND SHARP EDGES. 


if 


% 


2 ORia 3/32* VENT HOLE IN BOHOM OF HOOP FOR VENTING WELO GASES. 


i 
« 
! 
' 
#ÎEV. 
DESCRIPDON OF CHANGE 
INITIALS 
DATE 


§■ 
NOTICE 


'J THB ORAWNC CONTANS NFORMATION AND DATA «HICH IS PROPRETARV TD AERO DESCN L1D. 
1HIS DRAMNG. OR ANY PORTION 
î THEREOF. MAT NOT BE REPROOUCED. COPIED. OR OUPUCATED IN ANY MANNER. NOR USEO FOR MANUFACTURPI6 «NTHOUT THE WRITTEN 
l 
CONSENT OF AERO DESI6N LTD. 
BT ACCEPTING THS DRAWMG FOR REFERENCE. THE RECIPENT ACREES TO HOLD AERO DESIGN LTD. 
^ 
HARULESS FROM THE USE, OR MISUSE, OF 1HIS DRAMNG OR THE INFORMATION CONTAMED THEREON. 


APPROVALS 


JEFF aARKE 


E. BURGOIN 


DATE 


26 SEPT 2007 


UNLESS OTHERWISE SPEOFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANaES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 29011 
2013 - 39TH AVENUE N.E.. CALGARY, ALBERTA, CANADA. T2B 6R7 
toi: (408) SBO-aOS? 
tax: (403) E30-B333 
wrodeaignAtohisplaattijiat 


BELL 407 AND 206L SERIES 
QUICK RELEASE HIGH MOUNTED CARGO BASKET 
BASKET COMPONENTS - HOOP 


SCALE 1 : 5 


SHEET 
1 
OF 
1 


OVKL SIZE 
Al 
76623 
0 


^0/7- 
/f 


QTY 
LIST OF MATERIALS 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK 92E 


76622-01 
01 
ATTACHMENT HOOP 
4130 STEEL GOND. N 
MIL-T-6736 
1/2' SOR X 0.035 WALL 
2 
69823-02 
02 
LUG 
1018 CARBON STEEL 
ASTM A108 
05/8" ROD 


18.50 


4-.0' RADIUS 


2 PLACES 


0.63 


01) ATTACHMENT HOOP 


NOTES: 


1. REMO\e AU BURRS ANO SHARP EDGES. 


2. DRILi. 3/32' VENT HOLE IN BOHOM OF HOOP FOR VENTING WELD GASES. 


MILL 05/8" 
0.31" DEEP 
2 PLACES 


JTEV. 
DESCRIPTION ÛF CHANGE 
INITIAIS 
DATE 


NOTICE 
THS DRAWNC CONTANS MF0RUAT10N AND DATA WHICH IS PROPRETARY TD AERO DESKN LTD. IHS DRAtMNG. OR ANY PORTKM 
THEREOF. UAY NOT BE REPRODUCED, COPIED. OR DUPUCAIED M ANY MANNER. NOR USEO FOR UANUFACTURNO WITHOUT THE «RITTEN 
CONSENT OF AERO DESION LTD. BY ACCEPHNO THS DRAVIMO FOR REFERENCE. THE REOPCNT AGREES TO HOlO AERO OESION LTD. 
HARULESS FROH THE USE, OR UISUSE, OF YHS DRAMNC OR THE MFCRMATION CONTA»ED THEREON. 


APPROVALS 


ORANN; 
JEFT^ CLARKE 


e. BURGOIN 


DATE 


26 SEPT 2007 


UNLESS OTHERWISE SPEQFIED 
DIMENSIONS ARC IN INCHES 
TOLERANCES ON: 
OCaMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSUUTNG ENGINEERS. TRANSPORT CANADA APPR0VAI5. DAR 29011 
2013 - 39TH AVENUE N.E., CALGARY, ALBERTA, CANADA. T2E 6R7 
tel: (AOS) SBO-BOST 
lu: (408) ES0-83S3 


BELL 407 AND 206L SERIES 
HIGH SIDE MOUNTED CARGO BASKET 
BASKET COMPONENTS - ATTACHMENT HOOP 


SCALE 1 : 5 


SHEET 1 ÛF 1 


OVC. SSE 
Al 


Dwa Na 
76622 
0 


"2^0 17-11 


QTY 
LIST OF MATERIALS 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK SIZE 


76621-01 
01 
END HOOP 
4130 STEEL COND. N 
MIL-T-6736 
1/2* SOR X 0.035 WALL 
2 
69823-02 
02 
LU6 
1018 CARBON STEEL 
ASTM A108 
»5/B* ROD 


0.06 


0.63 


NOTES: 


1. REMO\£ AU BURRS AND SHARP EDGES. 
2 ORILL 3/32* VENT HOIE IN BOTTOM OF HOOP FOR VENTING «LD GASES. 


/ 
2 PLACES 


4.0" RADIUS 


GTAW 


18.50 


11.000 
22.0 


01 END HOOP 


APPROVALS 


26 SEPT 2007 
JEFF CLARKE 


■ MILL P5/8" 
0.31* DEEP 
2 PLACES 


JÎEV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 


NOTICE 
THS DRAWNC CONTANS tFORMATION AND DATA «HCH IS PROPRETARY TO AERO DESXM LTD. 
1HI5 DRAWNG. OR ANY PCRTWN 
nCREOF. MAY MOT BE REPROOUCED. COPIED. OR DUPUCA1ED M ANY MANNER. NOR USED FOR UANUFACTURMO MTHOUT THE WRITTEN 
CONSENT OF AERO DESICN LTD. 
8Y AOCEPTWG THIS DRAWflNC FOR REFERENCE, THE REOPENT AGREES TO HOLO AERO DESIGN LTD. 
HARMLESS FRCM THE USE. OR UISUSE, OF 1H6 DRAMNG OR THE NFCRMATION CONTAMEO THEREON. 


E. BURGOIN 


UNLESS OTHERVflSE SPEaFIED 
OIMENSIONS ARE IN INCHES. 


TOLERANCES ON: 
DEaMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


CONSULTING ENGINCERS, TRANSPORT CANADA APPROVALS. DAR 290U 
8013 - 38TH AVENUR N.B., CALGARY, ALBE31TA. CANADA, tZÈ 6R7 
tel: (409) 860-9087 
lu; (408) B00-S3S3 
serodeeigBNtehieplaiietjiet 


BELL 407 AND 206L SERIES 
HIGH SIDE MOUNTED CARGO BASKET 
BASKET COMPONENTS - END HOOP 


SCALE 1 


SHEET 
1 
OF 1 


DV«G. sat 
Al 


owa Na 
76621 


REV. 
0 


Work Order: 


Date Opened: 
J7^ 


Matériel Tracking Sheet 


Bell 206L/407 
HIGH Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
76623-01 
Hoop 
4130 Steel, y^" x 0.035 Sqr. Tube 


9- 
76621-01 
Hoop - attachment (forward) 


Step 1 
Fabrication 


Step 2 


49210-02 
1/2" Tube - hoop 
4130 Steel, y" x 0.035 Sqr. Tube 
t 
^ 


Weiding 
1018 Steel, 5/8" Rod 
7- 
7/3 ) 
/HOOS' 


Step 3 


AIR 


69823-02 
Lug 


Weiding Rod 
ER70S-2 


inspection and Finishing 
None 


A. 
76622-01 
Hoop - attachment (aft) - with handie provisions 


Step 1 
Fabrication 


Step 2 


1/2" Tube - hoop 
4130 Steel, y/ X 0.035 Sqr. Tube 
I^ 


Weiding 


Step 3 


69823-02 


84262 
84272-01 


Lug 
1018 Steel, 5/8" Rod 


Bushing 
4130 Steel, 5/16" X 0.058 Rnd. Tube 
-? D! 
L- 


A/R 
Weiding Rod 
ER70S-2 
/^pr5' 


inspection and Finishing 
None 


ARMOR ALLOYS 
24 / 7 /i« 
Canadian Owned 
Edmonton, AB T. (780) 463-2207 Serviœ@ArmLAII^^^'''^°"'' 
^ vailable 
SSZ^sc rSStJS 
•(604)942-2424 VancouvemArmorAlloys.com 
Registere^^^ 


be J (g^ 


ib 


u 
/3^ 


5fa/^ 
h<30p \ 
^ 
./ 


Pioe Fitfinr.^ Cl 
^^^'n'ess Steel & AHoy 
P". Pmngs. F„„g,s. V.lvgs, TuUng. FI„Ho,es i 


-2 <P/7- /f 
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C9ex « 
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10 wac «po «»w tio. iiwww nw» k 
«t, • 
late 9 
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RCV. 
KSCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


1 
HAI^ BRACKETS TO 842 CONFIC: RCUOVE STCP SECTION SEE 70405 
BJC 
NQV 20/12 


DETAIL C 


SCALE I 


05) 
SEE otm C 


wnu 1/r 
. 
tHROUOH C»e S>E ONLY 
05) 
«LO SPACER K PLACE 
^ 
' 
ORU f9 (0198") 
AfTCfi NEIOING 


DETAIL A 


n 


DETAIL A 


DETAIL B 
@ 
BASKET LID ASSEMBLY 
DETAIL B 


^TAf 
CT*^ 


nPKAL 
cnNO ausK hith edce 


RCr. DMC. 84262(06 


NOTES: 


V REUO*^ Aa BURRS AND BREAK SHARP EDCES 


2. «EL£»NC or 4130 STEEL TO BE CCAlPLETEO BY CTAW ME1H0D TO AUS 2689C. 


«ELDMC ROO SHALL CONFCAU TO ER705-3 OR EQUIVALENT. 


3. WCN ASSEUBIY rS COMPLETE. Fia Aa >€NT HOLES WTH ROSETTE «CLO. 


4. THOROUGHLY aEAN AND POROCR COAT BA9(ET Sue-ASSCUBLES PRIOR TO ASSEUBLY. 


DETAIL B 
LOOKING AT BOTTOM 


DETAIL A 
LOOKING AT TOP 


TJW 


aTr 


PLACARO BRACKET 
UPPER HANDLE BRACKET ASS'Y 


BASKET UO ASSEMBLY 
4130 STEEL CONO N 


UATERIAL SPEC. 


0.75 X 0-03S SQH. TUBE 


UST OF UATERIM^ 


jEFF ClARKE 


e. BURGOiN 


uNass oncRwsE SR^crcD 
DIMENSIONS ARE M INCHCS 
TOLERANCES ON. 
oeouALS 
ANaES 
x.xxx ±0,010 
±1/2* 
xxx ±003 
XX 
±01 


AERO DESIGN LTD. 
COKSULTINC OICmtERS. TRANSPORT CANADA APPROVALS. DA> B901I 
SOIS - srm avenue n e., cauury. auberta. canada, tse 6RT 
M' C«u) tso-wrr 
t»r. («09] *SÛ-iSS3 
■ .ni«««Hil1«N«|ikM>j»»> 


BELL 407, 206L SERIES 
HIGH SIOE MOUNTED CARGO BASKET 
CARGO BASKET LID ASSEMBLY 


MO 
IrÉv. 
Al 
60632 


•z-on- 
CARGO BASKET LID FABRICATION-COMMON 
L|-q1 
L 
J 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket ^ 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0 - 
Standard Basket 
95512, Revision 0- 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 


Page 1 of 4 
30 November 2013 


CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
Work Order: 
0"^] 


DateOpen: 
O4 


iJia 
1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 
a. Record welding rod PO on attached material list. 
" ^ 


Aô 


3. Inspection 
^ 
a. Rim for complété welds 
^ 


tj|fl 


n)<i 
Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 
Aô 
Frame assembly - Lid with optional walkway modification 
^ 
I 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut 34" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 
^ 


73-04 
Weld frame assembly. 
' 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


73-04 
7. Inspection 
Qfi 
a. Frame assembly for complété welds. 
i^jA 


Page 2 of 4 
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CARGO BASKET LID FABRICATION 
Complété 
Qj (initial or SCA #) 
8. Mesh assembly. 
Njft 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


G. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
Aô 


10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


njl 
12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembiy and place into stock in préparation for assembly. 


# 
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Work Order: 


DateOpened: 
^/7 


Matériel Tracking Sheet 


Bell 206L / 407 
HIGH Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


f 
60632-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, %" X 0.035 Sqr. Tube 
/srn'7Z 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
/ ^ 
0 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.4 
~ 
3/4" Tube - Cross Member (21") 
4130 Steel, Y* x 0.035 Sqr. Tube 
/SO 72. 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 10 
— 
1/2" Tube - walkway 
4130 Steel, Y/ x 0.035 Sqr. Tube 
/.T77 2 


Step 6 
Weld Frame Assembly 


. A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 93" x 22") 
3/4-16F Expanded Mild Steel sheet 
(Uô-^ 


Step 9 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 


Work Order: 


Date Ooened: 
-3"^ 


Matériel Tracking Sheet 


Bell 206L / 407 
HIGH Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 
Weld Lid Components 


Step 10.a. 
. 1 
84263 
84263-01 
Lid Handie Bracket Assembly 
2. o/é -/H-y 


. .2 
84263-02 
Handie Bracket Assembly 
321 Stainless, 0.050 Sheet 


. A/R 
— 
Welding Rod 
ER308L TIG Rod 
s: 


Step lO.b. 
.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, Vit" Die. 


.A/R 
— 
Welding Rod 
ER308L TIG Rod 


Step 10.C. 
. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
^.n/k -1/^ 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/HOOS' 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


I 
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ccaai IIP, mwuss FwinKua.qtigug. er lewwBotuciwii—awtttr" 
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REV.f 
DCSCRIPRON or CHANGE 
1 
IMDALS t 
DATE 
t 
1 
HANDLE BRACKETS CHANCED TO 842 CONFIGURATION 
1 
BJC 
InOV 20/12 


DETAIL B 
DETAIL A 


11.000 LUCS 


03) « PLACES 


omx *1/2' OUISK ONLT 
ACLO LUC (ITEM 09) INTO KOlE 
K-CMl 19 (0.196*) THRU SPACER 


BASKET BODY ASSEMBLY 
[(g) 
SEE KTAU C 


TYPICAL 
EVERY INTERSECTKN 
BOTH EM» 


TYPICAL 
aACES DOaN 
THEN E^Y 
TYRCAL 
EtERY W1EFSECTKH 
B01H DOS 


DETAIL B 
DETAIL 


DETAIL 0 


SCALE 1:1 
WER LOOKMG AT RM OF BAKSET 


NOTES: 


1. REMOVe ALL BURRS AND BREAK SHARP EOCCS 


2. MELOnC OF «130 STEEL TO 8E COUPLETED BY GTAW UEmoO TO AMS 26B5C. 


WELDING ROO SHAU CONFORU TO ER70S-2 OR EQUIVALENT. 


3. WHEN ASSEMBLY IS COMPLETE. FTLL AU VENT HOLES MTH ROSETTE «ELO. 


4. THOROUGHLY CtfAN ANC POWDER COAT BASKET SUB-ASSEHBLICS PRIOR TO ASSEMBLY. 


TYPICAL EW1Y WIEBSECTIOW ON BOHOM 


A/R 
3/4-1SF 
10 
wesH 
18 GAUGE 
1 
49215-01 
09 
LUG 


1 
64262-01 
08 
HANDLE BRACKCT ASS'V 
07 
A/R 
— 
06 
1/2* TUBE 
4130 STEQ. CONO. N 
HU.-T-6736 
05 X 0.035 SOR. TUBE 
A/R 
— 
09 
3/4' TUBE 
4130 STEQ. CONO. N 
HIL-T-673e 
0.75 X 0.035 SOR. TUBE 


1 
76622-01 
04 
ATTACHMENT HOOP 
4 
76623-01 
03 
HOOP 


1 
76621-01 
02 
END HOOP ASS'Y 
76811-01 
01 
BASKET BODY ASSEMBLY 


01 
PART NO, 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK SIX 


OTY. 
LIST OF MATERIALS 


£. BURGOIN 


UMIESS OTHERWSE SPECIFIEO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECMALS 
ANaES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTWG ENGINCERS. TRANSPORT CANADA APPR0VAL3. DAt 200U 
BOIS - 39TH AVENUE N E.. CALCARY. ALBERTA. CANADA, T2E BRT 
M; 
(«0» ta<»-8IK? 
t«i: («OS) t 


BELL 407, 206L SERIES 
QUICK RELEASE HIGH MOUNTED CARGO BASKET 
CARGO BASKET BODY ASSEMBLY 


. .. 
azE 


SHEET 1 OF 1 
Al 
76611 


iisttuud um» 
ui/i m 
ti iwwfth u « 
u«6i iWKvssi. a ur wui UHU. 
«il h6i iimma. 
cope. c* imjciRB « «rr atma. m»vmrm umuteniÊK ■ kut m «toi camn (t lao «a» m «i kœftk m mmm ni 
t. ftc KoiCft nacD ro nmaw «9» iip. mmu» nw» »€ jst. « aam. v m mtmrn m t€ mmuvn anima aatai 
REV 
OCSCRIPTION OF CHANGE 
INITIALS 
DATE 
CREATEO FROH 60630 
fi JC 
apT ii761 
HAWiLC UPOATCO TO S42 CONFlCURAnON 
BX 
MOV 20/12 


WIU #21 (ai90) 
TVPICAL $' PITCH 
DRU. 131 (O.IM) 
LAST 4 RIVCTS 
eOTH ENDS 


■ OTTCM VC* 


AN3-1SA BOLT 
AM70-3 «TASHEX 
AN9eo-IO IMSHEII 
MS2t044N3 


LO BRACC (P/N 36280-01} 
BC OUITTEO OURmO ASS'Y. 
SEE DPAIMNC 49205-04. 


AN3-17A BO(.T 
AN970-3 «ASHCR 
AN960-I0 «MSHER 
tfS21044N3 N7T 


4008fr-i4 nnwc- 
AN960-618 VA9CR (AS REO) 
4 PUCES 


NOTE: 


1. AU OWENSONS SHO«M ARE rOR REFEROtCC ONLY. 
OtMENSONS OF COUPONENTS 


ANO COWPlETE ASSEIffiLT ARE DCTERHWeO IN PREVIOUS STEPS. 


CARGO BASKET ASSEMBLY 


■ ^QU>CK RELEASE BASKET 
^ 
ML MK no * W 


MAXIMUM PERMISSIBLE LOAD 
200 LBS. TOTAL 


AERO DESIGN LTD. 
X 
eiiWPr. AinTA. eAMAOA 
x 
•y 
4o>-t80-«an 
"y 


DRU 025 HTO 
ENSURE CLEARANCE FRON UESk(08 
APLAŒSMW^ 
^ 


CRS213-4-Q2 
CHERRY BVET 


BRACE ASSEMBLY 


BASKET eODY ASSEMBLY 
CARGO BASKET ASSEMBIY 


ARQOS WOUSTRltS 


LIST Of MATEWALS 


DETAIL B 
BUMPER INSTALLATION 


BASC CCOE 
OAUETCR 
REF. NAS 523 
«*0 «« 
_______ r-MFP HEAO FAR SDE 


C-COUNTERSLIK 
0-DWPlf 
EMCIT-# Of SHEETS 


TO BE DlUPLED 


BASC CODES: 
8J>MS20470AO 
BB«U52O42eA0 
ARN-CR32I3 
ATU-CR3523 


DA9H NO FOR liNCTK 


USTAU. HEN nrvET 


REMOIiE/HEPLACE BVET 
- ' - t 
ENSTHC n«ET 


E. BURCOIN 


75 SEPT 200' 


LINLfSS OTfCRWSE SPCOnCD 
DIMENSIONS ARE M INCHES 
TOLERANCES ON: 
OeCMALS 
ANGLES 
XXXX ±0010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AENO DESIGN LTD. 
TONSULTOfC ENCDOXRS. IIUNSPORT CANADA APPROVALS. DAX S 
B013 - 39TH AVENUE N E . CALCARY. ALBERTA. CANADA. TSE ( 
Itl: (4M) »0-a0>? 
tes («M) MO-n» 
Hred«*»#Uluspli*« 


BELL 407. 206L SERIES 
QUICK RELEASE HIGH MOUNTED CARGO BASKET 
CARGO BASKET ASSEMBLY 


SHEXT 
1 
OF 
1 


bw 9ZC 
Al 
76610 


^ar'^ " 
/f 


1HS 
CCPC 
REFG 


KAV4G COTTAMS ITCRMAinN ANO DATA W» S PRCMETARY TO AÉKÔ bESOi ito. ^ 
ttUmà, é 
AMY FWTON TKWOf. MAY MOT K «PTODUCOIl 
D, OR WJPIJCATEO M AMY HAIfCR, NOR USED FOR MANUFACIURNC IITHOUT THE WTTEN CONSENT OF AERO DE9GN LTD. BY ACCEP1MC TH6 DRANNC FCR 
RDICE. TW HEOPOIT AfiRŒS TO HOU) ACM DESKN LlL HAMU5S FRON THE USE. CR MSUSL Of 7» DRAMtC OR T» MFtMUlKM CCNTMn THruFTii 


RLV. 
DESCRIPTION OF CHANGE 
INIT1ALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BX 
03/11/2009 
1 
CHANGE LOCATION OF BUSHIN6S 
BX 
29/09/2011 
2 
UPDATED T1TLE BLOCK, MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) • 


FIRST HOOP FROM END I 


0.406 


0 
O*i"l"0.00 
-0.03 I 
TYP 


2.750 


FIRST HOOP FROM END 


02) 
2 PLACES PER HOOP 


O) 


-<^TAW 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL »5<6 (0.313) THRU 
2 PLACES 


BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. W:LDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 
DATE 
AERO DESIGN LTD. 
)) 
OOeSA MALASPINA ROAD 
j/ 
POWELL RIVER, BC. CANADA. VBA 003 
* 
TH.: 6(H.46S.BS76 
wwv.MredaaifiLea 


XFFCLARKE 
03 NOV 2009 


E. BURGOIN 


UNLESS OTHERWdSE SPEaPIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SCALE 1 : 1 
DWC. 9ZE 
A3 


DWC. Na 
84262 


REV. 
2 
X.X 
±0.1 
SHEET 1 OF 1 


ï 


2 


CARGO BASKET BODY FABRICATION - COMMON 


General 
L^n M xCj) 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 20617407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision G - 
Extra-Wide Low Mounted Basket 
94611, Revision G - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision G - 
High Mounted Ski Basket 
Options 
7G4G4, Revision 2 - 
Front end eut 
7G411, Revision G - 
Front end cutout - 
945/946 


ki Basket 
f 
^ 
itout - 
698 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94G11, Revision G - 
Extra Large (ski) Basket 
Options 
7G4G6, Revision 2 - 
Front end cutout - 
764/776/784/94G 


Robinson R44 - 
left or right 
9G611, Revision G-Standard Basket (left or right) 


Bell 206B - 
right side only 
8G211, Revision G-Short Basket 
8G311, Revision G - 
Médium Basket 
81111, Revision G - 
Long Basket 
Options 
7G4G6, Revision 2 - 
Front end cutout - 
8G2/8G3/811 


Bell 429 - 
right or left 
95911, Revision G-Standard Basket 


Bell Médium - 
left or right 
75111, Revision G-Standard Basket 
95511, Revision G - 
Extra Large (ski) Basket 
Options 
7G4G7, Revision 1 - 
Front end cutout - 
751 
7G4, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision G-Standard Basket 


Options - 
Applicable to ail models 
7G4G3, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


j 
(initial or SCA #) 
Work Order: 
2- 
3 


DateOpen: 
^(1 
AO 


1. Rim Assembly-Basket Body 
^ 
^ 
I 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before ass^HÔ^ling 


f///i 
2. Weld Rim Assembly. 
• 
^ 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407XL ski) only - 
weld 4 threaded bushings into inboard rfrOtube. 
w 
• 
73-04 f/lfi- 
3. Inspection 
^ 
f1fi\ 
' 


a. Rim for complété welds 
AO 


u. 
u ^ 
4. Frame assembly-body 
Ov 
' 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut 
X 0.035 material to fit spine jig. 


f. Cut Yi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Vi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Yi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA#) 
j. Record hoop WOs and material POs on attached material list. 
j 
_ 
k. Remove writing on tubes with acetone and scotch bright. 
^ 


I. 
insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R4'!|p»^ 
AO 


73r-04 
73-04 
5. TIG weld frame to rim assembly. 
Os 
05 


a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 


d. Record welding rod PO on attached material list. 
73-04 73-04 
jl/t 
6. Inspection 
Ofi 
I 


a. Frame assembly for complété welds. 
AO 
73-04 
k/|a 
7. Mesh assembly. 
07 
^ 
I 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet Just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prier to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require Yi toi cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


III. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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2- 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


8. Weld mesh to frame assembly per drawing. 
^ 
a. Ensure lug locating jig is in place prier to welding. 
y 
b. General welding requirements for ail baskets, MIG welding: 
" 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
AO 
9. Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
AO 


et 


Aû 


10. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
dL 
11. Final Inspection 
To be completed by a différent person than the previous steps. 
i^M 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag basket body assembly and place into stock in préparation for assembly. 


di- -dL jili 
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Work Order:_2:£i2lll 


Date Qpened: 
Qp^ 


Matériel Tracking Sheet 


Bell 206L / 407 
HIGH Basket Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


c. 
76611-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/ x 0.035 Sqr. Tube 
/^n72. 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
/S 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
76623-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 1 
76621-01 
Forward Attachment Hoop 
(ç 
0-7 2_ 


. 1 
76622-01 
Aft Attachment hoop 
190-72^ 


. 4 
— 
1/2" Tube - spine 
4130 Steel, Vi" x 0.035 Sqr. Tube 
/ 
Zz. 


Step S 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 
[(^Co9 


. 2 
~ 
Mesh (End - 22" X 19") 
3/4-16F Expanded Mild Steel sheet 
/k03 ^ 


Step 8 
Weld Mesh 


.A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 


Step 9 
Weld Basket Components 
r CP 
. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 
Die. 
V*' 
I <-K72 S" 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Work Order: 


Date Opened:. 


Matériel Tracking Sheet 


Bell 206L / 407 
HIGH Basket Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


